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1.0 INTRODUCTION 

This plan documents the SCI Systems, Inc., Huntsville Division Quality 
Assurance Program for the Solar Maximum Mission (SMM) Instruments. The 
SCI Quality Assurance Program is based on the requirements outlined in 
NIIB5300.4 (1C) and complies with the requirements of GFSC Document 0SMM-3OO-O1 , 
All inspections defined in this plan will be performed in accordance with SCI 
quality procedures and instructions, process specifications, drawings, and 
acceptance test procedures prepared by SCI to fulfill contractual requirements. 

This plan reflects the specifics necessary to fulfill the quality assurance 

requirements of the SMM Instruments hardware fabrication. The program will: 

* 

(a) Demonstrate recognition of the quality aspects of the contract and an 
organized approach to achieve them. 

(b) Ensure that quality requirements are determined and satisfied throughout 
all phases of contract performance, including preliminary and engineering 
design, development, fabrication, processing, assembly, inspection, test, 
checkout, packaging, shipping, storage, maintenance field use, flight 
preparations, flight operations and post-flight analysis, as applicable. 

(c) Ensure that quality aspects are fully included in all designs and are 
continuously maintained in the fabricated articles and during operations. 

(d) Provide for the detection of actual or potential deficiencies, system 
incompatibility, marginal quality and trends or conditions which could 


1 



rosult in unsatisfactory quality. 


(o') Provide timely and effective romediul and preventive action. 

Existing procedures will be updated and new procedures generated, as required, 
to comply with contract requirements. 

Objective evidence of inspections and tests performed by SCI will be readily 
available to the delegated DCAS representative. Reference Appendix A for a 
list of documentation and where it is used in the inspection flow. 

NOTH: SCI Quality Control Procedures and Instructions referenced herein comply 

with the requirements of NHB5300.4 (IC) . These documents are used for 
the control of hardware and reliability as referenced in applicable sec- 
tions or paragraphs of this plan. 



2.0 


QUALITY ASSURANCE MANAGEMENT 


Tho SCI Quality Assurance Program is administered by the Quality Assurance 
Manager . The Quality Assurance Manager reports directly to top management, 
thus assuring that SCI quality requirements arc not compromised or influenced 
by other contract related functional departments. SCI's Quality Assurance 
Program is based on a total inspection effort of each phase of the program from 
product design thru delivery. During contract performance, the Quality Assurance 
Manager will be responsible for assuring adherence to the program plan. This 
effort will be accomplished by management actions outlined in: Preproduction 

quality assurance; process quality control; assembly quality control; quality 
verification and audit. 

2.1 ORGANIZATION 

SCI's Quality Assurance Department is organized to be independent of Influence 
from other operational departments of the company and reports directly to the 
Vice President of Government Programs, 

The responsibility of the Quality Assurance Department is to establish quality 
standards and practices; provide quality procedures and instructions; and insure 
product compliance to contract quality requirements. The assigned responsibility 
of the department is applied by means of the following functions: 

(a) Support other SCI departments having product related tasks with a quality 
system that will insure product Integrity from the receipt of materials 
to delivery of the end product. 
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(b) Evaluate quality requirements and establish a quality program, inclusive 
from development through delivery, sufficient to maintain these require- 
ments, 

(c) Participate in the program reviews to provide for adequate quality 
planning , 

(d) Keview product documentation and drawings to insure proper quality 
requirements are invoked and that proper revision level control is 
maintained. 

(c) Provide receiving, in-process and acceptance inspection and testing 

on all manufactured products, and witness testing of iSCI-built equip- 
ment to be used in the manufacturing process. 

(f) Provide a system for corrective action and disposition of defective 
materials . 

(g) Create and maintain a system for analyzing the SCI quality program 
through : 

- Internal Audits 

- Cost of quality data and reporting. 

Figure 1 illustrates the SCI quality assurance organizational structure, 
showing areas of responsibility. 
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2.2 


TRAINING 


SCI uses trained and proficiency certified personnel to Implement this 
Qua I Lty Assuranco Program. 

(a) Certification of Personnel . Examples of processes requiring training 
and certification are soldering, welded circuitry, cleaning and plastics 
applications (potting, molding, foaming, etc,). Qualification and testing 
of personnel are described in the SCI Training Program Manual, Certified 
personnel are issued a certification card and certificate. 

(b) Recertification of Personnel . Recertification is on an annual basis, as 
a minimum, in accordance with SCI's Training Program Manual or for any 
one of the following interim conditions: 

(1) Interruption of work period exceeding thirty days, or as designated 
in the Training Program Manual. 

(2) Techniques introduced which require new skills. 

(3) Reason to doubt proficiency or workmanship. 

(c) Records . Records of the training, testing and certification status of 
personnel is maintained. Records are audited by quality assurance to 
indicate the performance of all personnel. Recertification and retrain- 
ing are required should performance become substandard. 

2.3 QUALITY INFORMATION 

Records of all activities relating to the product quality is maintained by quality 
assurance, These include purchase orders, part screening data, vendor performance, 
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in-process inspection records, shop performance and evaluation, corrective actions, 
operator training and certification, material reviow/matcrial review board actions, 
acceptance test data, monthly manufacturing shop performance evaluations and scrap 
cost. 


2.4 QUALITY ACTIVITY 

The following reports and data shall be available for review by MSFC or the 
delgated DCAS representative. 

(a) Audit findings. 

(b) Policy changes and key personnel changes within quality assurance. 

(c) Quality trend reports. 

(d) Quality cost records. 

(e) Training schedules and accomplishments. 

(f) Monthly manpower expenditures and percent task completion, 

Cg) Test and inspection plan (to be included in the manufacturing program 
plan) . 

(h) Major program and hardware problems, their solutions, and remedial and 
preventive actions. 

(i) Performance relative to nonconformances, inspection and test activity, 
and material review activity including charts, tables and narrative 

l 

analyses in order of hardware manufacture. 

(j) Procurement activities relative to supplier selections, performance and 
significant supplier- related quality problems. 
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3.0 


DESIGN AND DEVELOPMENT CONTROLS 


3.1 TECHNICAL DOCUMENTS 

SCI will establish, document and ensure compliance with design control require- 
ments and quality criteria during all phases of contract work. SCI technical 
documents such as specifications, procedures, drawings, fabrication and planning 
documents and process sheets will be developed and will include, as applicable, 
the following information; 

(a) Characteristics and design criteria necessary for procurement, fabrication 
(including assembly) and inspection and test operations, 

(b) Characteristic tolerances. 

SCI quality assurance personnel conduct document reviews of drawings and specifi- 
cations prior to release for production. The purpose of this review is to assure 
compliance with all quality provisions of the contract and that internal SCI 
quality policies are not compromised. Drawing and specification review will be 
in accordance with Quality Control Procedure (QCP) 4.01 Drawing, Specification 
and Test Procedure Control. 

The identity of the drawing and specification releases for each production order 
is indicated in the appropriate drawing number and revision letter blocks on the 
work order, route sheets and other arso;iated documents. Inspection is required 
to assure that production drawings and specifications used correspond to the 
route sheet revision block information furnished by planning. 
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3.2 QUALITY SUPPORT TO DESIGN REVIEW 

SC! quality assurance personnel participate and recommend changes in the program 
design reviews to ensure that designs permit and facilitate producibility, 
repeatability and inspectability and that related quality considerations are 
obtained , 

Quality assurance maintains records during design review to establish history 
for inspection planning. Areas under consideration will be critical product/ 
process characteristics and parameters , materials and parts. 

Quality assurance approves, by signature, final design and all contractual changes. 

Quality assurance participates in the establishment of reliable parts and materials 
and is an active member of parts and materials control board as outlined in the 
reliability section of the program plan, 

3.3 CHANGE CONTROL 

All changes to documents such as drawings, test procedures, procurement documents, 
engineering change orders (ECO), process specifications and production work orders 
are reviewed and approved by quality assurance personnel prior to implementation. 
Quality assurance verifies approval of the changes by customer prior to implemen- 
tation on any' affected article of the SMM Instruments hardware. All changes will 
be reviewed and approved by quality engineering, as specified in QCP 4.01 Drawing, 
Specification and Test Procedure Control. 

The effectivity of the above change points will be defined by serialization and 
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part number change (when there is an effect upon "design definition"). All 

changes of hardware or materials is inspected to verify the compliance and con 
figuration of the change. 



4.0 


IDENTIFICATION AND DATA RETRIEVAL 


Records of all activities relating to product quality are maintained by quality 
assurance, These include purchase orders, traceability data, part screening data, 
vendor performance, in-process inspection and test records, shop performance and 
evaluation, corrective actions, operator training and certification, material 
review and/or material review board actions, acceptance test data, monthly manu- 
facturing shop performance evaluations and scrap cost. These records are avail- 
able for customer on-site review upon request. Rejection notices include all 
pertinent data required to effect corrective action. Reference to reject notices 
is included on inspection records to indicate disposition. Records are retained 
for three years unless otherwise directed by the contract. Quality records are 
retained as specified in QCP 1,03, Quality Records, 

Traceability of the product is maintained throughout the operation by utilizing 
inspection travelers, assembly work orders, shop travelers and other documents 
to identify equipment status of all phases of manufacture. All stamps are traceable 
to the individual. Traceability of all items will be performed as specified in 
QCP 6.02, Traceability. 
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5.0 


PROCUREMENT CONTROLS 


5.1 GENERAL 

SCI is responsible for the adequacy and quality of all SCI purchased or supplied 
articles, materials and services. 

5.2 SELECTION OF CONTRACTOR PROCUREMENT SOURCES 

All procured supplies, processes or services are obtained from sources which 
are acceptable to SCI quality assurance and/or MSFC. A list of approved suppliers 
is published and maintained by quality assurance based on a monthly review of 
supplier performance records. 

Quality assurance surveys of subcontractor's facilities are performed when the 
nature of the procurement demands a quality assurance system evaluation. All 
suppliers of material for use in the SMM Instruments hardware will be required 
to maintain an inspection system in compliance with contract requirements. These 
requirements will be employed at the supplier's facilities when articles cannot 
adequately or economically be inspected upon receipt. Major subcontractors will 
be required to submit quality assurance plans to SCI for approval in accordance 
with N1IB5300.4 (1C) and GSFC Document #SMM300-01. Quality control requirements are 
imposed thru the procedure definition of QCP 5.02, Control of Procurement Sources. 

5.3 PROCUREMENT DOCUMENT CONTROL 

Each Purchase Order issued by SCI for application on this Contract will be re- 
viewed by a Quality Assurance delegate prior to issuance. Quality Control 
Procedure 5.01 "Purchase Order Review" will be used and defines the review 
Procedure. 


13 



Procurement documentation quality review begins with a review of a preliminary 
Request for Purchase (RP) . The RP is developed to assure accuracy and complete- 
ness of the formal Purchase Order. 'Die RP is reviewed for technical require- 
ments such as specification type, grade and revision level, complete nomencla- 
ture and part number. 

Quality Requirements (Terms and Conditions) are developed by Quality Engineer- 
ing during a review of the Contract Ref, Quality Control Procedure 3„01 "Contract 
Review". A checklist is prepared and distributed to the Quality Control delegate. 
Standard Q 5 R terms are applied to the RP as per SCI Form No, 840-116, "Quality 
Reliability Terms for Purchase Orders". After the RP is processed, the formal 
Purchase Order (PO) is reviewed prior to release to assure all requirements of the 
RP were transferred, Contract number is correct and the selected supplier is approved. 

Quality Terms and Conditions as stated on the P.0, contains provisions for: 

a. Configuration Control (changes) 

b. Purchased Raw Materials and Chemical and/or physical test results. 

c. Raw Materials used in purchased articles - also availability of 
test data or detailed analysis on Materials to Contractual Speci- 
fications or requirements, 

d. Age control and life limited products. 

e. Identification and data retrieval. 

f. Inspection and test characteristics and date retrieval, 

g. Inspection and Test records for availability or retension of - and 
as specified. 

Special Instructions such as preservation, packaging, packing and shipping or 
supplementary testing will be included as a note in the body of the PO and will 
define the specifics required. 
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SCI SYSTEMS, INC. 

8620 South Memorial Parkway Huntsville, Alabama • 35802 
Telephone 205 881-1611 
FIGURE 2 (Sheet 1 of 2) 
ouality a neUAOiuTY terms for purchase orders 

Tha following turnis apply at mdu tiled on (ha ficu of the Purchoi* Order. If you cannot mt«t any applicable tarrn, notify th# responsible 

SCI Ouyttr immediately. 

sounct .[Nsr/.CTiON 

t. Thu Government reserves (ho right ro impact any or all of the mutoriels included in this order at the supplier's plant. 

2. SCI roinrvi* iho nght to inspect any or oil of (ho materials Included In thii order at the supplier*! plant, 

3. Government Source Insportion Government Inspection Is required prior to shipment from your plant. Upon rocnipt of this 

order, promptly notify ihit Government Representative who normally scrvicns tour plant so that appropriate planning for 

Government Inspection con bo aciomphshcd. Tho Government Representative shall also bo notified forty eight (40) hours In 
advance of tho time arm ies of material are ready for Inspection or t*tt« Supplier shall furnish Government Representative with 
with blueprint end specifications nerotsnry for Inspection 

NOTE: Government Source inspection docs not rolleve tho supplier of the responsibility for the product meeting all applicable 
ipoiHicntions 

4 UC\ Suuni i Intp i?. non Ail work performed under this order is subject to buyer's inspection or lest at tho vendor's plant Thu 
buyer's ropreiantnl »vu nioV nh'ct to purform inspection or test either on a random bam or fo the extent of one hundred (100) pot 
com Inspection in any event, when tha itom(t) it ready for final Inspection or when practical, seventy-two (72) hours in advance, 
notify tho SCI Ounlitv Control Dupartmnnt that source mtpoction is needed. 

G. Grivernnient import inn nt Desti nation All motorials and services provided on this order ere subject to Government Inspection at 
duiimutum 

CERTIFIC ATION*. 

Three (3) copies of oor.h r.nriificatlnn document specified below shell accompany each shipment, Certifications shell bo signed by 
n responsible member of the vendor's firm. Each certification shell Identify the SCI Purchose Order and shell identify tho port, 
serial number, lot or items covorod by tho certification*. Material received without certification will be rejectod and returned et 
vendor's expense 

G, G on tun I Compliance; Qy the m copcenco of this purchase order, teller agrees that materials and/or finished parts shall be controlled 

and tostad in accordance with and will meot specified purchase order requirements end specifications end the applicable records 
are on filo subject to axuminotion. 

7* Perishable Raw Materials The vendor shall include tho material type, condition, lot or batch number, specification, manufacturer, 
dato of manufacture, end -hulf life expiration date on all porlshoble raw material certifications, 

8. Specific Co mpliance. Thu vondor shell certify that all materials, processes, end finished items supplied under this ordor wore in 

tpuctod, tnstod, and found to comply with tho requirements of this order Inspection and t qjt da ta shall be maintained and are 
subjuct to SCI'S examination- ^ 

0 Mo torlfll Tost Reports Tho vondor shall submit a chemical end physical test report with actual lest data for tho materials shipped 
undnr this order. 

10 D imensional Data Recorded findings on oil critical dimensions shell be submitted, Critical dimensions aro doflnod os thoso dlmen 
•ions which would hnvo an adverse effect on the nuxt hlghor assembly if tolerance aro not maintained. 

1 1 Funct ional Tes t Reports When functional tom oro spocifiod by this order or by tho design documentation, tho actual test rosults 
shall bo submitted. A copy of tho test procedure shall be submitted with the first report on each typo of hom(s) purchased under 
this ordor, unless specified otherwise in design documentation. 

12- Functi onal T est Prot eriuuv Tho functional test procedure to be followed in functionally testing the Item purchased to determine 
its complianco with functional requirements shall be submitted for approval not later than thirty (30) days before use at the 
vendor's plant. All changos shall bo submitted boforr us a on products delivered under this order. 

13. Impaction nod T est P>an: A<« .nspeeilon and tost plan for control of articles furnished in accordance with this purchase ordor shall 
bo prepared ami tpe.rilically wnttun to outline tho product flow from receipt of materials through fabrication, assembly, and tost 
operations. The plan will daf.ne the inspection points throughout the manufacturing toquence and describe whot, where, end 
whon inspection will ba implemented to. control the product including procedures to be used. Two (2) copies of tho plan shell be 
forwardod to the buyer within flftuun (15) days after date of order* 

14. Quality Control Piun Tho vendor's Quality Control Manual or equivalent shall ba submitted for review. The review will be for 
indication of aanqunto planning ro assure general product quality and for conformance to applicable program ipociflcations. 

15. Reliability Plan: Tho vendor’s Reliability Manual or oqulvatont shell be submitted for rcivew, Tho review will be for Indication of 
adoquotu planning to ossure gannrni product reliability end for conformance to applicable program ipociflcations, 

PROGRAMS 

10, I nspection Program (Deportment of defense); The vandor's inspection program shall be In accordance with Specification 
MIL I 45208A, "Jnspuction System Requirements". 

1 ? Ihtp gctlon Program (NASAT Thu vendor's inspection program shall bo in accordance with NASA Quality Publication NHB 5300.4 
(IC) "Inspirction System Provisions for Suppliert of Space Materials. Parts, Components, and Sarvlcei". 

18. Quality Control Proqrantt Departmen t of Pofqnitf ); The v on dot's quality program shall be in accordance with Specification 
MIL Q U&L9A, "Quality Program Requirements". 

19 OMahW Assurance Program (NA SA) Tho vendor's quohty program shall bo m accordance with NASA Reliability and Ouality 
Assurance Publication, NHtl 5300.4 (1G|, "Quality Program Provisions for Space System Contractors". 


i 
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FIGURE 2 (Sheet 2 of 2) 

JO. Oeiiliir iiim) ditlr.tinlOr Qu.ilily Pro<|r.im Hnnuut'itiwhlin 

t . OiJiiluv Program provisions statud harem shall govern anoraung systems or doalort end dntrlbutort to enure that materials and 
parts meet SCI Design, Quality end relmed contract requirements 

2. The tuppllnr thell ensure thnt materiel win manufactured. Impacted end tatted In accordance with SCI requirement*. Supplier 
procurement document! thall require that hit toureot agree to conform to the product anurance qualtty tyittem tpoclflad by 
SCI purchaie order 

3 MIL/FED STD material tuch at AN, JAN and NAS thall bo obtained (rom Federal Ouotrllod Producn Lilt IOPL1 sources. 

4. Supplier Stock Control thall enure that material quality n verified and maintained. Itomt thall ba from currant production 
end traceable to the d.siit received Supplier and product Idontity morklngt thall bo at required by drewlngt and tpoclflcetlont. 
Union idenntins ere ipi'ciMd by SCI, supplier part pumbort thnlt bo mod. Special tettt or tcreonlng necenary to tubttantlate 
conformance to SCI requirement! thall be recorded. Nonconforming material thall be togrogated end withheld from delivery 
to SCI. Itemt rejected by other cunomers thell not be tubmltted to SCI union negotiated in advance. Limited llfo material 
thall be marked, ttored end controlled at required by chawing* end ipeclflcatloni. 

S Corracuve Action by tho manutecturer thall ba available through the tuppller upon raquett and thall Include a failure enalytlt 
report and all effort! rtocoiiary to remedy tho eeuto end provont recurrence, 

G Docuniantetion tuch at impaction record! and ten report*, at well at that required by drewlngt, ipeclflcatloni and procure- 
ment document*, thell be furnished upon requeit. 

7. Product Protection (hell comply with handling, preservation, packaging and (hipping requlroments, end practice* thall ensure 
that original quality It maintained. Commercial practice* thall not be conildared to relieve the tuppller of the rctgomlbllity to 
to atturo delivery of material In acceptable condition, 

CO NTRO LS 

21. Wor kmar nhlp: All Item* on (hit ardor thall bo fabricated and flmthed In a thorough, high quality, workmenthlp Ilka moaner, 

*“* “ ' " ’ • 

22 Pert IrinntHIcnllpn; All itomt tuophed under (h Is ordar (hall ha Identified with complete nonmenclature and part numbert In 
accordance with MILSTD-13Q or at ipucHlod. 

23. Catling Identification, All cattlngt thall be Identified by a permanent part number and configuration or by a method that will give 

complete traceability of chamical, physical enalytlt and heat treat. The identification that) remain legible after machining or 
surface finlth. , 

23b, C aulngi: Physical end chemical test date of raw matarintt used In the fabrication ol articles furnished on this purchaie order, do. 
noting the applicable hunt number, batch number or date of manufacturer of materials, are to bo supplied with each shipment. 

24, Proce ss C ontrol Tho vendor thall maintain control and approval of all manufacturing and Inspection procasset uiod In the per. 

formanca of thit order, Tha vendor shell maintain objective ovidsneo of process qualification In accordance with applicable 

ipeclflcatloni. 

26. configur ation Control’ The vendor agrees not to make any changes In hit part at any time In tho future which would uffoct phytl 
cai or functional Interchangeability, reliability, or repair and malntananca operations union hit part number Identification It 
chart gad 

2 G. Cali bration Control: The vendor thall control the calibration ol all mcaturlnp and totting device* agalnit certified standards trece- 
• oblu to Ilia National Bureau of Standard!. The calibration program thall conform to Specification MIL-C-4S6G2, “Calibration 
System Requlramiuiti”. 

27. Malarial ninnu'w The vendor >i Huthorlrad to conduct formal material review on conditioned! (fl.lnor nonconformance* In Itum(i) 

on ih t order provided tho contractor he* and use* o Mnturlb! Rovlaw Syttem approved by! Tha qojtnlient Government Reprotanta- 
tive, Minor nonconformities aro defined as thoto conditions which do not adversely vttect fumetfon, reliability, safety, inter- 
changeability, or basic ob|nct!vns of tho comrec’. All other noncortnrmances shall be c1«Jlf(«d 'at major and thell roquiro SCI't 
approval. SCI ratarvet the right of disapproval of o<) Material Review Board dispositions, Cobles of all MRB actions shell be ship- 
ped to SCI with the concerned item. 

28. Insp ection Palo: One (1) copy of the item di awing or applicable Catalog page shall accompany parts for receiving Identification 
and inspection. 

?') Pa ckaging ; Tho material thall be packaged In containers bearing the seller's pert number and, if any, apptieabto “AN", “MS", or 
other standard part number. Materials aro to ba shipped in containers in keeping with good commercial practices to procludu any 
damage being incurred during shipping and storage at buyer's plant. Cei.h package thall bo Identified with tho SCI Purchase Ordar 
Number on the outside, 

30. Traceability ; All uums furnished on this order shall have documentation en fllti for at lease three (3) years aftBr delivery to permit 

traceability from thn delivered itum beck through its manufacture .“'d mspoctlon to the proct.iement records on Its constituent 
parts and materials. Those records shell b» sufliclonr to prove confo-manco to all applicab «r specifications and drawings and shall 
provide means lor identifying eh like iit-itis. Certifications of Comp iance must stale Lot number(s) and/or Deto codols) or other 
methods ol trne.nib-otv pn-vious.y upprvvnri by SCI Quality ft Reliability. 

31 Raw Material Ir uiiuil.cntio n A,* raw material suppliarj on this orrim mutt be identified with tho applicable (pacification, type, 
i.onrfiiion ft nvinoloLiiunr of itniuriaiv 

31e, Physical and chemical ms! U.ua ol 'aw miturlal usiu! in the I ibrnoitrn pf articles on tb s purchase order, denoting the manufec 
turor ol materials end ynoi order number aro to be tuttnliad wt-h each shipment. 

31b Physi'iit nrirl rii„,iiir „i i.--,i ,i,n~ rjl ra s mo’or nli used in - ni. I ibncai.v. r* articles ci- m,s ourehatc order, denoting the manufec 

tnrnr nf nviennh and your order numhnr sha'I bn ti-in nen n.t file- by the supplier for u period ot thrpo (3) yaan 

32 X Hay linpiii tinii- All m .iton.il shell hi| -.uhiertnd in X Ray Inspecbon. The X-Ray number shall br marl ed on thn material when 
so required by specifications X R«y photographs identifying pert and pnsltion shah bo submitted tu SCI Systems, Inc. 

33 Lul 'rlnntiiir i.i-rji numhi's shall bn supplied with ir-nter-al Inspection recordsfdaia traceable to the lot Idantiflca 
tion shall b” avaibihle on leijui'.u. 


SCI FORM NO. 840 116 Rev 3/30/73 
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5.4 CONTRACTOR QUALITY ASSURANCE PERSONNEL AT SOURCE 

Quality assurance personnel, with approval of the Contracting Officers Repre- 
sentative (COR) will be assigned at subcontractor or supplier facilities when 
doomed necessary by the Quality Assurance Manager or when one or more of the 
following conditions exist: 

(a) In-process or end-item controls have such an effect on the quality of 
the articles that the quality cannot be determined solely by inspection 
or tests of the procured articles at the contractor's plant, 

(b) Verification tests are destructive in nature and the quality cannot be 
verified solely by inspections or tests at the contractor's plant. 

(c) Environmental or test equipment required cannot be feasibly and 
economically reproduced or made available at the contractor's plant. 

(d) Past performance of quality history of the subcontractor or supplier is 
marginal. 

(e) Qualification testing is to be performed by the subcontractor or 
supplier. 

(f) Articles or materials are designated for direct shipment from source 
to the procuring installation or using site. 

Personnel assigned at subcontractor or supplier facilities conduct appropriate 
quality assurance activities to ensure that the articles or services supplied 
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comply with applicable requirements. 


SCI will provide a list of duties, responsibilities and authorities of the 
assigned quality assurance personnel to the delegated DCAS 

representative at SCI. If both Government source inspection personnel and SCI 
personnel are utilized at a supplier's facility, the listing will also be made 
available to the Government quality representative at the supplier's facility. 

5.5 GOVERNMENT SOURCE INSPECTION 

The delegated DCAS representative at SCI will be consulted prior to placement 
of procurements to determine the need for Government Source Inspection (GSI) . 
All materials are re-inspected upon receipt, regardless of GSI acceptance. 

When GSI is required, PO's will include the following statement: 

"All work on this order is subject to inspection and test by the 
Government at any time and place. The DCAS quality represen- 
tative who has been delegated NASA quality assurance functions on 
this procurement shall be notified immediately upon receipt of this 
order. The DCAS representative shall also be notified forty-eight 
(48) hours in advance of the time articles or materials are ready for 
inspection or test". 

All other orders shall include the following statement: 

"The Government has the right to inspect any or all of the work 
included in this order at the supplier's plant." 
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5.6 


RECEIVING INSPECTION SYSTEM 


All production supplies and articles arc inspected upon receipt to determine 
whether they meet specifications and PO requirements, Each article is inspected 
in accordance with instructions furnished to receiving inspection by an inspection 
characteristic card. 

Copies of PO's, drawings, specifications, or other appropriate documents are 
made available to the inspection operator to recieve and inspect the articles. 

Evidence of acceptance is denoted by an inspection stamp on accompanying documents, 
tags, labels or containers appropriate to the type of articles and the quantity 
involved. 

Nonconforming articles are identified and segregated from conforming items, and 
controlled per QCI 8.009. 

Physical and chemical test reports and/or certifications are verified for 
conformance and accuracy prior to acceptance by inspection. Laboratory tests 
shall bo required only on materials not properly identified by supplier, in- 
house materials where identification is lost for critical materials or where 
there is some reason to question Vendors Certification. Each piece of material 
will be identified with a permanent mark upon receipt and upon division. When 
required by 
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the contract or purchase order, test specimens of raw materials are provided with 
fabricated articles for verification tests. Receiving inspection is conducted to 
this procedure as delineated in QCP 6.c ‘, Receiving Inspection, 

Age-sensitive material is controlled by tag identification of the material upon 
receipt. This tag identifies material to the PO, date of manufacture and date of 
expiration. Age requirements are based on the manufacturer's recommended shelf 
life or SCI procuremnet specifications. Age-sensitive material is identified and 
controlled by QCP 6.06, Inspection of Potting Compounds, Adhesives and Other 
Perishables, 

Components are inspected in accordance with detailed receiving inspection procedures 
prepared for each classification of incoming material. The materials are measured 
and tested to determine conformance to all contract requirements as outlined in SCI 
screening instructions. Materials are physically inspected for general workmanship 
acceptability. Certifications and stamped receiving reports are retained in the 
Receiving Inspection files. Nonconforming material is routed to a withhold area 
to be returned to the vendor. A record of the result of the recieving inspection 
is retained on each vendor's history record. This record includes purchase order 
number, number of pieces rejected and disposition of rejected parts. Procured com- 
ponents will be lot-sample inspected in accordance with MIL-STD-105, implemented 
by QCP 6.04, Single Sampling Procedure and Tables for Inspection by Parameter. 

The use of statistical sampling will be limited to receiving inspection only. 

Acceptable articles are identified by acceptance stamping of the container, package 
or identification label. The part number, source of procurement, purchase order 
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number and certification or test report identity is retained with the stored arti- 
cles. Accepted material to be used in the fabrication of SMM Instruments hard- 
ware will bo stored within a controlled area. 

Quality assurance audits are conducted at random intervals in each area. An 
audit checklist is used to conduct the inspection to assure age control, part 
identification, storage environment and good material handling practice. Audits 
arc conducted in accordance with QCP 6,08, Facilities and Stores Audit. 

5.7 SUPPLIER RATING SYSTEM 

SCI's supplier rating system provides the information necessary to assure materials, 
assemblies or services purchased are adequate to meet the requirements of SCI and 
its customers and is covered in QCP 5,02, Control of Procurement Sources, 

The system is comprised of the following control elements: 

(1) Control of procurement sources 

(2) Vendor rating analysis 

(3) Corrective action and follow-up 

All procurements by SCI are from approved suppliers listed in the approved 
suppliers' list (ASL) published by the procurement control section of quality 
engineering. 

An analysis of supplier performance is made from receiving inspection reports 
forwarded to the data processing center. The resultant electronic data processing 
(EDP) report listing receivables, rejections and rejection percentage is reviewed 
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and processed by quality engineering for supplier trends, problem areas and resul- 
tant corrective action. Supplier performance data will be available as a section 
of the quality activity. 

Written corrective action is forwarded to the supplier based on the above analysis. 
Continued poor performance or non-response to corrective action requests results 
in the supplier being disapproved as a source. No procurement will bo made from 
a disapproved supplier without prior approval of the SCI Quality Assurance Manager 
and the delegated DCAS Quality Assurance Representative, 


5.8 POST-AWARD SURVEYS OF SUPPLIER OPERATIONS 

SCI will schedule and conduct post-award surveys of suppliers based upon: 

(a) Criticality of items being procured. 

(b) Known problems or difficulties, 

(c) Supplier quality history. 

(d) Supplier fabrication and testing capability, 

(e) Remaining period of supplier performance. 

Each survey will include examination of operations and documentation to determine 
compliance with established requirements as well as an examination of articles and 
materials to verify the effectiveness of the supplier's quality system, 

A summary of survey results will be documented, including problem areas discovered, 
with recommendations for timely correction and preventation of deficiencies as well 
as recommendations for follow-up action. 
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5.9 


COORDINATION OF CONTRACTOR- SUPPLIER INSPECTIONS AND TESTS 


SCI will coordinate with selected suppliers to ensure compatibility of supplier 
inspections and tests with SCI inspections and tests of the procured article or 
material. SCI will also provide technical assistance and training for suppliers 
ns necessary, 

5.10 NONCONFORMANCE INFORMATION FEEDBACK 

SCI will rapidly feed back to suppliers, information concerning supplier-responsible 
nonconformances which are detected during SCI inspection, test, fabrication or 
assembly operations, or during use. SCI will ensure that the supplier takes prompt 
remedial and preventive action to preclude recurrence of nonconformance. 

Periodic reviews of problem summaries, failure and trend summaries, and program 
status will be scheduled with each major subcontractor. MSFC will be notified 
of these schedules. 
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6.0 


FABRICATION CONTROLS 


6.1 FABRICATION OPERATIONS 

All fabrication and .assembly of the SMM Instruments hardware accomplished at SCI 
will bo performed utilizing a family of manufacturing route sheets and shop work 
requests, These records will be planned by manufacturing engineers and reviewed 
by quality assurance to assure proper placement of inspection points and config- 
uration. These documents will reference applicable drawings, military, or SCI 
specifications and/or standards to be used in the fabrication and assembly of the 
hardware. Existing manufacturing standard procedures, process specifications, 
quality control procedures and quality control instructions will be utilized 
throughout this procurement. 


6.2 WORKMANSHIP STANDARDS 

SCI process specifications shall be used as the workmanship standards to meet 
the requirements of the contract during fabrication. All changes or additions 
will require customer review before implementation. 
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7.0 


INSPECTION AND TEST 


SCf will plan and conduct tests for all segments o£ manufacturing which will 
unsure that contract, drawing and specification requirements are met. The program 
and its application to all phases of the contract will provide maximum assurance 
that the quality inherent in the design is maintained. Quality control procedures 
or specifications and test instructions will be prepared for each required inspec- 
tion or quality assurance function where an existing one might be inadequate for 
a particular inspection or test. These documents will be controlled per existing 
quality control procedures. They will be supplementary to details shown on draw- 
ings or othor production and quality assurance documents. In addition, an inspec- 
tion checklist for detailed inspection operations will be prepared in the required 
sequence determined by quality control. 

Quality assurance will utilize internal specifications in preparing inspection 
instructions. Every controlled quality parameter such as dimensions, finish 
workmanship, performance, etc., will be inspected. 

Electrical subassembly-level testing and acceptance testing will be performed 
at SCI to the SCI-generated test procedures to assure the requirements specified 
by the drawing and/or contract are met. 

SCI will provide for the integration of the delegated DCAS inspector’s inspec- 
tion of hardware and documentation as required and for the monitoring of tests. 
These inspections will be predetermined points within the manufacturing flow 
which will include fabrication, processing and end- item operations. 
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In addition, SCI will prepare and maintain a product inspection and test flow 
chart, Appendix A, indicating the location, inspection stations, control points, 
and test operations for the entire phase of fabrication, processing, assembly 
test and end-item operation. 

The flow chart will indicate the applicable drawings, process and fabrication 
specifications/procedures, test specifications, inspection instructions, work- 
manship standards, etc,, that will be used during the various operations. The 
flow chart and subsequent changes will be furnished to the MSFC Quality Repre- 
sentative (F.G22) and to the delegated DCAS inspector. 

Daily inspection logs will be maintained by quality control inspectors in each 
manufacturing area. These log sheets will list each piece inspected and all re- 
jects noted, if any, by a coded number. The daily inspection log sheets will'be 
forwarded to data processing weekly. Data processing will return the data once 
a week, as well as a monthly summary to the quality engineering office. This 
readout will include the number of joints/units inspected, the number accepted 
and the shop efficiency for each manufacturing area. Quality engineering will 
enter the monthly readout data on control charts. Plus or minus 3 sigma control 
limits will be established in the form of percent defectives, using standart 
statistical methods. Charts will be updated and distributed monthly to manufactur- 
ing supervision. The process control charts will be monitored by quality engineer- 
ing for the detection of trends, indications of problems and general process control. 
Investigations and corrective actions will be initiated immediately. Shop perform- 
ance evaluations shall be conducted per QCP 9,01, Shop Performance Evaluation. 
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Weekly readout data will be reviewed by quality engineering and manufacturing 
supervision for significant indications of process changes or poor shop perform- 
ance. Corrective action will be taken as indicated by the available data, 

7.1 INSPECTION/TEST RECORDS AND DATA 

SCI will maintain records and data of all inspections and tests performed on 
the SMM Instruments, These records will be made available to MSEC throughout 
the performance life of the contract and for a period of three years after the 
date of the contract close. 

7.2 QUALITY ASSURANCE ACTION 

Prior to testing, SCI quality assurance personnel will: 

(a) Verify that applicable inspection and test documents are available. 

(b) Ensure that requirements for selection and control of articles have 

been implemented and that test constraints have been resolved. 

(c) Verify that articles are identified. 

(d) Verify configuration of articles. 

(e) Verify that configuration o± test equipment is consistent with 
articles under test, 

(f) Verify that test equipment is calibrated and such calibration will 

be effective and sustained during test period. 

(g) Verify that the calibration tags have current dates -Ref. QCP 7.06, 

During all testing, SCI quality assurance personnel will: 

(a) Ensure that testing is accomplished in accordance with test speci- 
fications and procedures. 

(b) Ensure accurate and complete recording of data and test results. 
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Cc) Document nonconformances and participate in their dispositions. 

Subsequent to testing, SCI quality assurance personnel will: 

(a) Unsure proper disposition of articles. 

(b) Report any additional nonconformances and participate in their 
dispositions. 

(c) Ensure that remedial and preventive action has been accomplished 
relative to nonconformances. 

(d) Verify that test results and reports are accurate, complete and 
traceable to the tested articles. 

(e) Verify that post-test or final mechanical inspection has been 
performed. 

(f) Will verify that the equipment log book is maintained and up-to-date. 
Items, such as rubber molds or grommets, etc. which have a service 
life date should be listed and the expiration date shown. 
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8.0 


NONCONFORMING MATERIAL 


SCI has in effect a positive control system for nonconforming material, documented 
in QCI 8.009, All nonconformances are immediately identified upon detection. 

The nonconformance is detailed on reject disposition tags (RDTs) and the material 
is placed in secured withholding areas pending disposition, The RDT's are iden- 
tified and controlled by a pre-stamped five-digit control number. They will be 
filed by SCI work order and part number. The RDT is comprised of the following 
information: 

(a) A unique and traceable number 

(b) The nomenclature and identification of the nonconforming article or 
material. 

(c) A description of the nonconformance and the required characteristic 
or design criteria. 

(d) Cause or reason for the nonconformance 

(e) Remedial actions taken or recommended 

(f) Disposition of the nonconforming article or material 

(g) Initiator of the document 

(h) Signatures of authorized personnel 

SCI quality assurance personnel will conduct appropriate analysis and examination 
of the nonconforming articles, materials or conditions to determine the cause or 
reason for the nonconformance. Review and disposition of nonconforming articles 
will be performed to the requirements of QCP 8,01, Material Review Board Actions 
and QCI 8.009, Nonconforming Material Control. 

Any requests for material delivery, repair or use-as-is, when the nonconformance 
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adversely affects safety, reliability, durability, performance, interchangeability, 
woight or the basic objectives of the contract, will bo submitted to MSFC within 
24 hours vlu TWX. Formal MRB request will be submitted ASAP after analysis and 
evaluation for approval. Material, having requests submitted for repair or use- 
as-is, will be withheld from further processing until Contracting Officer approval 
is obtained. 

8.1 INITIAL REVIEW DISPOSITIONS 

Nonconforming articles or materials reviewed initially by SCI quality assurance 
personnel and determined to be a minor nonconformance will be subjected to one 
of the following dispositions: 

(a) Return for Rework or Completion of Operations ,, If the nonconformance 
is in the category of "return for completion of operations" or "return 
for rework to drawings, specifications or procedures", the article or 
material shall be returned for rework or completion using established 
technical documents and operations. During such rewor’k, the article 
or material will be resubmitted to normal inspection and/or test 
operations . 

(b) Return to Vendor . When an article or material is found to be non- 
conforming on receipt, it may be returned to the supplier, SCI 
will provide the vendor with nonconformance information, and assist 
as necessary, to permit remedial and preventive action. The local 
Government Representative shall be notified if GSI is involved. 

(c) Interim Disposition . Route article for troubleshooting, fault 
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isolation or failure analysis. Final disposition to be made after 
completion of the interim disposition. 

(d) Submit to Material Review Board . When the dispositions as described 
above are not appropriate, the article or material will be submitted 
to the Material Review Board (MRB) for final disposition. 

(e) Scrap . Articles obviously unfit for use or found uneconomical to 
repair shall be scrapped. The Contracting Officers Representative 
(COR) and the delegated DCAS Representative shall be notified if 
GSI or Government Furnished Property (GFP) is involved. 

8,2 MATERIAL REVIEW BOARD 

The MRB will be comprised of one SCI representative whose primary responsibility 
is engineering, one SCI representative whose primary responsibility is quality, 
and the delegated DCAS Representative. SCI members for the MRB are selected 
on the basis of technical competence and have sufficient authority to make appro- 
priate dispositions of the article or material involved. 

The MRB will have the following responsibilities: 

(a) Determine disposition of submitted articles or materials designated 
as nonconforming. 

(b) Ensure that implementation of effective remedial and preventive 
actions are documented on the nonconformance document prior to 
disposition. 

(c) Provide SCI recommendations to the DCAS Representative 
concerning nonconformance dispositions requiring his approval and 
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verify implementation after approval is obtained, 

(dj Unsure that accurate records of MUD actions arc maintained, 

MRB dispositions, other than scrap, require the unanimous agreement of the 
board members. In determining dispositions, the board will consider the effect 
of the nonconformance upon the intended use, review records of earlier review 
actions affecting the same article or material and consider the recommendations 
of personnel acting in an advisory capacity. After MRB has determined that an 
initial review disposition to submit a nonconforming article or material to MRB 
is appropriate, the board will specify on the nonconformance document one of the 
following dispositions: 

(a) Repair. When, in the opinion of the board, an acceptable repair is 
possible, repair action may be authorized. Procedures will include 
appropriate inspections and tests to verify the acceptability of the 
repair. 

(b) Scrap . If the article or material is umfit for use, it will be 
disposed of in accordance with approved SCI procedures for identify- 
ing, controlling and disposing of scrap. 

(c) Use As Is . Nonconformances which do not adversely affect safety, 
reliability, durability, performance, interchangeability, weight, 
or the basic objectives of the contract may be accepted for use as 
is. The rationale for making a use-as-is disposition will be doc- 
cumented on the nonconformance report. 


8.3 


CORRECTIVE ACTION 


All nonconformances will be evaluated by quality assurance, using QCP 8,02, 
Corrective Action and utilizing the investigative and corrective action logic 
charts provided, 

Receiving records will be utilized for analysis of quality characteristics in 
order to initiate requests for corrective action with suppliers or subcontractors, 
when appropriate. When failure analysis indicates a high probability that 
certain discrepancies or deficiencies will be repetitive, immediate corrective 
action is initiated. Follow-up action is also initiated to insure that the 
problem is eliminated or minimized. Personal or written communication is initiated 
with the supplier by personnel delegated this responsibility by the Quality 
Assurance Manager per QCP 8.02, Corrective Action Control and Follow Dp. 


In-process corrective actions are initiated on a corrective action request 
(CAR): When the defects are noted to be repetitive; when the defect may 

cause delays in scheduling; if the problem involves difficult or critical 
manufacturing techniques; or in special circumstances, when the CAR is determined 
to be appropriate upon analysis by the Quality Assurance Manager or his delegate. 

Customer CAR's are forwarded by the recipient, to quality assurance for 
immediate action. Following the evaluation, retest, or analysis of returned 
articles, a complete report is issued to the customer within his prescribed 
time limitations, This report answers, in detail, all of the information 
requested by the customer. Interim replies will be initiated when the time 
required for a full analysis is excessive. 
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9 . 0 CONTROL, OF INSPECTION, MEASURING AND TOST EQUIPMENT 

SCI * k calibration facility and system shall bo maintained to comply with the 
requirements of MIL-C-45662A as implemented by SCI QCP 7,06, Measurement and 
Test Equipment Calibration. 

Every tool, gauge or instrument utilized for inspection acceptance is calibrated 
in accordance with an established schedule. The schedule is provided to assure 
that each classification of measuring device is chocked at an appropriate 
interval to assure continuing accuracy. All measuring devices to bo utilized 
for the SMM Instrument hardware fabrication will be calibrated against standards 
traceable to the National Bureau of Standards (NBS), and, where consistent with 
the state-of-the-art, at a tolerance no greater than 10% of the equipment being 
calibrated. Any equipment that does not meet the requirements of the state- 
of-the-art or a required accuracy is controlled so that repeatability and 
reproducibility within specified tolerances are known at all times. Certain 
articles for which SCI does not have calibration capability are sent to capable 
independent laboratories whose standards are traceable to the NBS. 

Mechanical and electronic measuring devices are calibrated per existing quality 
control procedures and instructions by quality assurance laboratory personnel. 

A calibration record system employing EDP identifies each article by 
manufacturer's name, type, SCI serial number, calibration interval required, 
date due for next calibration, overdue equipment, location of the device and 
a historical record of rework, re-adjustment or repair. These records are 
used to modify calibration intervals when deemed necessary. 
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PRECEDING PAGE BLANK NOT FILMED 

10.0 STAMP CONTROLS 

SCI has established and shall maintain a documented stamp control system. 

Stamp dosign, usage and distribution shall bo controlled by QCP 6.07, Control 
of Inspection Stamps. Stamp configuration and usage is described in Figure 2, 

The inspection status of all articles being processed through the fabrication, 
production, and test areas is clearly identified through the use of SCI inspection 
stamps issued to qualified individuals. All phases of manufacturing and test 
requiring inspection will receive the appropriate quality assurance stamp in 
accordance with QCP 6.09, In Process Inspection and Tost and QCI 6.008, 

Maintaining Inspection Status. Equipment that does not meet the acceptance 
standardv will be identified with detailed descriptions of the discrepancies 
on the inspection traveler. 

All in-process, preliminary, functional and qualification tests will, upon 
acceptance, receive the acceptance test stamp. Articles failing to meet the 
required tests will be identified by a detailed description of the failure 
on the route sheet. All stamps will be traceable to the individual. 
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General Acceptance 


Withhold for Material Review 
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This stamp is used by QA personnel for 
acceptance of inspection operations. 



QC Rejection 

This stamp is used by QA personnel to 
signify rejection operations. 



QC Test Acceptance 

This stamp is used by QA test personnel 
for verification of final acceptance test 
of any assembly or subassemblies of which 
QA monitors the test. 



Calibration Stamp 

This stamp is used by QA personnel 
in the Calibration Lab to denote verifica- 
tion of equipment calibration. 



This stamp is issued to QA persor.r.ei as 
deemed necessary by the QA Manager. 
The material and/or travelers will be 
stamped with a "D" stamp to denote 
withheld for MRB action. 



Material Review Board Acceptance 

This stamp is issued to QA personnel as 
deemed necessary by the QA Manager. 
This stamp will cancel the previously 
mentioned "D" stamp and accept the 
material for use. 


MRB Scrap 



This stamp is Issued to QA personnel as 
deemed necessary by the QA Manager. 
This stamp is to denote the action taken 
by the M. R. Board in the case of scrap- 
ping material. The stamp will be affixed 
to the material to denote scrap. 



In-Process Test 

This stamp is used by test personnel for 
verification of in-process or acceptance 
tests. 




First Article Configuration Inspection 

This stamp is used by QC Inspectors 
when a F. A.C. I. is performed. 




T est Rejection 

This stamp is used by Test personnel to 
signify rejection operations. 



This stamp is used on production orders by 
stores personnel to indicate that the type of 
material issued is in accordance with the work 
order requirements. It is also used to validate 
identification markings which have been trans- 
ferred from Receiving Inspection Records to 
Material or from one piece of material to another. 


INSPECTION STAMPS 
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11.0 HANDLING, STORAGE i PRESERVATION, MARKING, LABELING, PACKAGING, 
PACKING AND SHIPPING 

11.1 I DENTIFI CATION, HANDLING AND STORAGE OP MATERIAL 

Materials will be inspected in accordance with detailed receiving inspection 
procedures prepared for each classification of incoming material. Materials 
purchased are measured and tested per existing quality control procedures and 
instructions to determine conformance to all di'awing requirements, Materials 
are physically inspected for general workmanship acceptability. Certifications 
and stamped rocoiving reports are retained in the receiving inspection files. 
Nonconforming material is routed to a withhold area to be handled in accordance 
with section 8 of this plan. A record of tho rosults of the receiving inspection 
is retained in each vendor's history record. This record includes purchase 
order number, number of pieces inspected, number of pieces rejected, and 
disposition of rejected parts. 

Acceptable articles are identified by acceptance stamping of the container, 
package, or identification label. The part numbor, source of procurement, 
purchase order number and certification or test report identity are retained 
with the stored articles. 

In-process handling of flight hardware will be in accordance with QCP6.03, 
In-Plant Handling, Packaging and Shipping Inspection. Also the SMM hardware 
will lie fabricated in an environmental controlled atmosphere. The area will 
be maintained at seventy- five plus or minus ten degrees Fahrenheit and 60 
percent maximum relative himidity. 
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Quality assurance audits of the storage area will be made at random intervals. 
An audit checklist will be utilized to assure the integrity of the inspection 
siaius and to assure that no deterioration or damage to stored articles has 
occurred. 

11.2 PRESERVATION, PACKAGING, PACKING AND SHIPPING 

The shipping inspector is required to follow a prepared checklist to assure 
that all acceptance requirements are complete, that packaging requirements 
have been observed and that the articles and shipping containers are identified 
in accordance with contract requirements. Inspection acceptance of the above 
requirements will be depicted by the application of the insDection stamp on 
the shipping documents. 

Packaging shall be accomplished in accordance with QCP 6.03, Packaging and 
Shipping Inspection. 
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12.0 GOVERNMENT PROPERTY CONTROL 

SCI receiving inspection shall inspect all GFP immediately upon receipt to 
determine that no damage has occurred in transit and that the shipment is 
complete and of the proper type. All GFP is then identified and storage and 
handling procedures are imposed to preclude improper use or improper disposal 
and to guard against deterioration in storage. 

Functional testing is performed by qualified tost technicians either prior to 
or after installation or both, as required by contract and applicable specifi- 
cations to determine satisfactory operation. 

Periodic inspection is performed on all GFP during storage to detect any signs 
of deterioration; to assure compliance with reinspection requirements and 
limitations on time in storage; any damage, malfunction, or deterioration of 
GFP prior to, during, or after installation is reported to the delegated DCAS 
Representative. 

SGI shall report all unsuitable GFP to the delegated DCAS Representative. 

If unsuitability is discovered during or after installation, SCI will deter- 
mine the probable cause and necessity to avoid use of the material. Results 
of such investigation shall be recorded and be available to the delegated 
DCAS Representative. 

12.1 BAILED PROPERTY 

SCI shall provide adequate storage, maintenance and periodic inspection of 
bailed Government property as required by the terms of the bailment agreement. 
Records of bailed property shall be maintained and made available for review by 
the delegated DCAS Representative. 
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